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(54) Method and apparatus for friction stir welding 



(57) Two members 10 and 20 are welded together 
by cutting a groove 41 having a determined cross-sec- 
tional shape using a cutting too! 60 along the abutted 
portion between the two members 10 and 20, inserting 
a filler member 30 substantially having the same cross- 
sectional shape to the groove so as to substantially elim- 



inate the gap at the abutted portion , temporarily welding 
togetherthe projections 1 2, 22 and the filler member 30, 
and thereafter, friction stir welding the members 1 0, 20 
and the filler member 30 together completely using a 
rotary tool 81 . 
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Description 

FIELD OF THE INVENTION 

[0001 ] The present invention relates to a method and 
apparatus for friction stir welding, and especially relates 
to a welding method desirably applied to manufacture 
railway car bodies. 

DESCRIPTION OF THE RELATED ART 

[0002] Friction stir welding is a method performed by 
inserting a rotating round shaft (called a rotary tool) to 
the joint region between members to be welded and 
moving the same along the joint line, thereby heating, 
softening and plasticizing the material of the members 
approximate the tool so as to perform solid-phase weld- 
ing of the members. 

[0003] The gap formed between the abutted mem- 
bers is an important factor in performing the friction stir 
welding. If the gap is too large, it is difficult to obtain a 
good friction-stir-weld. However, in manufacturing a car 
body of a railway car and the like where the members 
to be welded together is as large as approximately 20 
m in length and 3 m in width, fabrication error of the 
members become rather excessive, and as a result, the 
gap may become too large. 

[0004] According to Japanese Patent Laid-Open Pro- 
visional Publication No. 2000-233285, a filler member 
is disposed in the gap formed to the abutted region be- 
tween the two members to be welded together upon per- 
forming the friction stir welding. 
[0005] Moreover, Japanese Patent No. 3014654 
(USP 6,050,474) discloses providing projections to the 
members near the abutting region, respectively, and fill- 
ing the gap using the metal constituting the projections 
as filler material when performing the friction stir weld- 
ing. 

[0006] When inserting a filler member to the gap 
formed between the members to be welded together, it 
is important that this filler member is fixed firmly to po- 
sition so as not to deviate from the gap during the friction 
stir welding. 

[0007] It is possible to fix the filler member to the abut- 
ted members by welding, but the high heat provided dur- 
ing welding may cause distortion of the members. More- 
over, if the friction stir welded surface is to be utilized 
without having coating applied thereto, the welded por- 
tion may remain discolored and may deteriorate the ap- 
pearance of the welded surface. 

SUMMARY OF THE INVENTION 

[0008] The present invention aims at providing a 
method and apparatus for friction stir welding that ena- 
bles to achieve a good weld with an attractive appear- 
ance. 

[0009] The above object can be achieved by abutting 



two members against each other, cutting a groove along 
the abutted joint line, disposing a filler member in the 
groove formed by the cutting step, friction stir welding 
at least one of the members and the outer side of the 
5 filler member from the outer side of said two members 
using a first rotary tool, and friction stir welding the two 
members and the filler member to a depth deeper than 
the weld depth of the above friction stir welding step us- 
ing a second rotary tool. 

10 

BRIEF DESCRIPTION OF THE DRAWINGS * 
[0010] 

'5 FIG. 1 is a typified perspective view illustrating the 
processes according to one embodiment of the 
present invention; 

FIG. 2 is a simplified side view of the processes ac- 
cording to one embodiment of the present inven- 
20 tion, especially illustrating the feeding unit of the fill- 
er member; 

FIG. 3 is a Ill-Ill cross-sectional view of FIG. 1 ; 
FIG. 4 is a IV-IV cross-sectional view of FIGS. 1 and 

2; 

25 FIG. 5 is a V-V cross-sectional view of FIGS. 1 and 

2; 

FIG. 6 is a VI-VI cross-sectional view of FIGS. 1 and 

2; 

FIG. 7 is a VII-VII cross-sectionaJ view of FIGS. 1 

30 and 2; 

FIG. 8 is a VIII-VIII cross-sectional view of FIG. 1 ; 
FIG. 9 is a cross-sectional view illustrating the weld 
joint of the members having the abutted friction stir 
weld joint being smoothed; 

35 FIG. 1 0 is an X-arrow view of FIG. 2; and 

FIG. 11 is a simplified side view illustrating the proc- 
esses according to another embodiment of the 
present invention, especially illustrating the feeding 
unit of the filler member. 

40 

DETAILED DESCRIPTION OF THE PREFERRED 
EMBODIMENT 

[0011] The preferred embodiment of the present in- 
45 vention will now be explained with reference to FIGS. 1 
through 1 0. However, the technical scope of the present 
invention is not limited to the values disclosed in the 
claims or in the embodiments of the present invention, 
but is extended for example to variations, modifications 
50 and changes of the disclosure that can be envisioned 
by those having ordinary skill in the field of art. 
[0012] Two plate-shaped members 10 and 20 are 
mounted on a bed 25 and abutted against each other 
so that the rims oppose one another The members are 
55 fixed in this position. A gap is often formed between the 
abutted members. Projections 12 and 22 are provided 
to the upper surface of the opposing abutted portions of 
members 10 and 20, respectively. Further, on the lower 
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surface of the abutting region of member 20 is provided 
a projecting block 23 that protrudes toward the lower 
surface of the abutting region of member 10. 
[0013] The two members 10 and 20 are pushed 
against each other and fixed to the bed 25 so that the 
gap 40 between the members 1 0 and 20 is either mini- 
mized or diminished, the gap being at least smaller than 
a predetermined gap size. The predetermined gap size 
is either equal to or substantially smaller than a gap 41 
mentioned later. 

[0014] The members 10 and 20 are extruded shape 
members made of aluminum alloy. The abutted portion 
(surfaces) of the two members 10, 20 is called a joint 
line. As mentioned later, the material of the filler member 
30 is the same as the material of members 1 0, 20. 
[0015] The friction stir welding apparatus comprises 
units illustrated in FIGS. 1 and 2 (not including members 
1 0, 20 and bed 25 but including the supply apparatus of 
filler member 30), which includes a moving body so that 
it moves against the bed 25 to which the members 10, 
20 are fixed at a determined speed. In FIG. 1 , the appa- 
ratus moves from right to left (in the direction illustrated 
by the large white arrow). In FIG. 2, the apparatus 
moves from right to left. In other words, the cutting tool 
60 on the left side cuts the members 1 0 and 20 first, and 
the machining advances in the direction of the friction 
stir welding tool 81 disposed on the right side. 
[001 6] After fixing the members 1 0 and 20 on the bed 
25, the joint line (where gap 40 exists) is cut from the 
upper side using a cutting tool 60 to create a predeter- 
mined groove 41 . The groove 41 is rectangular. The op- 
posing sides of groove 41 (the ends of members 1 0 and 
20) are parallel. 

[0017] The width of this cut is at least large enough 
so that both side walls defining the gap 40 do not remain. 
The cut depth is as deep as the upper surface of the 
projecting block 23. Dry cutting is performed in the cut- 
ting process. 

[0018] In the figures, the cutting tool 60 is illustrated 
as a circular saw, but other cutting tools such as a slot- 
ting milling cutter or an end mill can also be used to pro- 
vide the same effect. In conclusion, it is required that the 
depth and the width of the cut are uniform. 
[001 9] Thereafter, the swarf created by the cutting tool 
60 is removed either by blowing compressed air from a 
swarf removal nozzle 50 or by sucking them into a dust 
collector. 

[0020] Behind the swarf removal nozzle 50 is dis- 
posed a rubber plate 95 that comes into contact with the 
upper surface of the projections 1 2 and 22, the upper 
surface of the members 10 and 20 extending outside 
the projections, and the projecting block 23 within the 
groove 41 . Thus, the rubber plate blocks the swarf from 
traveling further rearward. 

[0021] After manufacturing the groove 41, the filler 
member 30 is inserted to the groove 41 . This is realized 
by pulling out the filler member 30 from a reel 90, intro- 
ducing the member 30 to the groove 41, and pressing 



the member 30 downward by a press roller 70 to insert 
the same to the groove. The press roller 70 presses the 
upper surface of the filler member 30 downward against 
the bottom of groove 41 by the function of an air cylinder 
5 device 71 (or compression spring). 

[0022] The height of the filler member 30 is deter- 
mined so that the upper surface of the filler member 30 
rises slightly above the upper surfaces of projections 1 2, 
22 when the lower surface of the filler member 30 con- 
tacts the upper surface of the projecting block 23. 
[0023] The cross-sectional shape of the filler member 
30 is substantially equal to that of the groove 41. The 
width of the filler member 30 is substantially equal to the 
width of the groove 41 . The filler member 30 is inserted 
relatively easily to the groove 41 by the press roller 70, 
but there is no excessive gap formed between the filler 
member 30 and the member 1 0 (20). The difference in 
the width of filler member 30 and groove 41 is set smaller 
than 1 mm. 

[0024] The filler member 30 is wound around a rotat- 
able reel 90, which is extended to the press roller 70 via 
straightening rollers 91 a, 91 b and 91c, and feeding roll- 
ers 92a, 92b, 92c, 92d, 92e and 92f in this order. These 
rollers come into contact with the filler member 30. 
[0025] The straightening rollers 91 a, 91 b and 91c are 
for sandwiching the filler member 30 that has been 
wound around the reel 90, thereby straightening the curl 
of the member 30. The straightening rollers 91 a and 91 b 
mainly contact the inner surface of the filler member 30 
wound around the reel 90. The straightening roller 91c 
mainly contacts the outer surface of the filler member 
30 wound around the reel 90. The contact surfaces of 
the straightening rollers 91a, 91b and 91c coming into 
contact with the filler member 30 (the outer circumfer- 
ence of the rollers) are recessed. The filler member 30 
enters the recess. 

[0026] The feeding rollers 92a, 92b, 92c and 92d are 
rollers for pulling out the filler member 30 from the reel 
90 and feeding it to the groove 30. The feeding rollers 
contact the height-direction surface (the surface orient- 
ed along the height of the groove 41 ) of the filler member 
30. The contact surfaces of the feeding rollers that come 
into contact with the filler member 30 are recessed. The 
filler member 30 is inserted to the recess. The feeding 
rollers 92a and 92c are driven by a motor via a torque 
limiter. Thus, the filler member 30 is sent toward the lon- 
gitudinal direction by predetermined force. The feeding 
rollers 92a and 92c are connected to feeding rollers 92b 
and 92d, respectively. For example, gears are provided 
to the outer circumference of feeding rollers 92a, 92c, 
92b and 92d, the gears of feeding rollers 92a and 92c 
being engaged with the gears of feeding rollers 92b and 
92d. 

[0027] The feeding rollers 92a, 92b, 92c, 92 d, 92 e and 
92f are guide rollers for the fi Her member 30. The feeding 
rollers 92e and 92f do not have motors. The feeding roll- 
ers 92e and 92f contact the height-direction surface (the 
surface oriented along the height of the groove 41) of 
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the filler member 30. The contact surface of the feeding 
roller coming into contact with the filler member 30 is 
recessed. The filler member 30 enters the recess. 
[0028] After inserting the filler member 30 to the 
groove 41 , a rotary tool 80 is used to temporarily weld 
the filler member 30 to the members 1 0 and 20 at a po- 
sition behind the press roller 70. This welding is a friction 
stir welding performed using the rotary tool 80. 
[0029] In general, a rotary tool used for friction stir 
welding has a small-diameter portion disposed at the tip 
of a large-diameter portion , but according to this embod- 
iment, the rotary tool 80 does not have a small-diameter 
portion. The tip of the rotary tool 80 is flat. The rotary 
tool 80 is inserted to the members 1 0, 20 and the filler 
member 30 from above. The axial center of the rotary 
tool 60 is slanted similar to a normal rotary tool. The 
slanting direction is also the same as an ordinary friction 
stir weld. The rotary tool 80 is rotated. 
[0030] The diameter of the rotary tool 80 is somewhat 
greater than the width of groove 41 . For example, if the 
width of the groove 41 is 3 mm, the diameter of the rotary 
tool 80 is set to 6 mm. The insertion depth of the rotary 
tool 80 to the projections 12 and 22 is very little since 
this welding is only temporary. For example, the welding 
depth is 1 .0 mm from the upper surface of the projec- 
tions 12 and 22. The weld strength of the temporal weld 
should be enough to prevent the filler member 30 from 
moving out of the groove 41 during the friction stir weld- 
ing treatment performed using the rotary tool 81 . In other 
words, the insertion depth is determined so that such 
weld strength is achieved. 

[0031 ] The upper end of the filler member 30 is locat- 
ed higher than the upper surfaces of projections 1 2 and 
22. The filler member 30 is protruded than the projec- 
tions 12 and 22. Therefore, even if a gap is formed be- 
tween the filler member 30 and the groove 41 due to 
fabrication errors, the gap can be filled by the projecting 
portion of the filler member 30. Thus, the filler member 
30 can be firmly fixed to the members 1 0 and 20. More- 
over, when pressing and inserting the filler member 30 
into the groove using the press roller 70, the filler mem- 
ber 30 can come into close contact with the projecting 
block 23, thereby enabling to realize a strong weld. 
[0032] When friction stir welding is performed using 
the rotary tool 80, the upper surface of the weld joint 
becomes somewhat dented. In FIGS. 7 and 8, the upper 
surface of the weld joint is illustrated as being flat 
[0033] Since no screw thread is provided on the outer 
circumference of the large-diameter portion of rotary 
tool 80, there is no fear of the filler member 30 and the 
projections 1 2, 22 being pushed out in the axial direction 
of the rotary tool 80 during the friction stir welding. 
[0034] It is preferable that the position of the rotary 
tool 80 is disposed as close to the press roller 70 as 
possible. 

[0035] Next, the three members, which are the pro- 
jections 1 2, 22 and the filler member 30, are friction stir 
welded using the rotary tool 81 . This welding is per- 



formed to securely weld the members 1 0 and 20 togeth- 
er. 

[0036] The rotary tool 81 comprises a small-diameter 
portion disposed to the tip of a large-diameter portion. 
5 The diameter of the small-diameter portion is somewhat 
larger than the width of the filler member 30 and the 
width of the groove 41 . During friction stir welding, the 
lower end of the boundary between the large-diameter 
portion and the small-diameter portion of the rotary tool 
81 is disposed above the upper surface of the members 
1 2 and 22 excluding the projections 1 2 and 22, but lower 
than the top portion of the projections 12 and 22. Simi- 
larly, the tip of the small-diameter portion of the rotary 
tool 81 is disposed either near the upper surface of the 
projecting block 23 or inside the projecting block 23. 
[0037] As mentioned earlier, if there is a gap formed 
between the filler member 30 and the members 1 0, 20, 
the gap is filled using as material the filler member 30 
and the projections 1 2 and 22 disposed above the upper 
surface of the members 10, 20 (excluding the projec- 
tions 12, 22). The upper surface of the weld joint is 
somewhat dented. 

[0038] Thereafter, if necessary, the filler member 30 
and the projections 12 and 22 (forming the weld joint 
portion) located above the upper surface of the mem- 
bers 10 and 20 excluding the projections 12 and 22 are 
cut and removed to realize a smooth flat surface. 
[0039] FIG. 9 illustrates the cross-section of the fric- 
tion stir weld joint having a flattened upper surface by 
removing the projections 12, 22 and the weld joint dis- 
posed above the upper surface of the members 10, 20. 
The area designated by reference number 43 is the fric- 
tion stir weld joint. 

[0040] The cutting tool 60 and the rotary tools 80 and 
81 are respectively designed to be able to move inde- 
pendently in the direction orthogonal to the joint line, in 
other words, in the width direction of the gap 40 (groove 
41 ). This is for detecting the position of the joint line (gap 
40, groove 41 ) and for positioning the cutting tool 60 and 
the rotary tools 80 and 81 to the center of the joint line. 
Moreover, the cutting tool 60 and the rotary tools 80 and 
81 can be moved independently in the vertical direction, 
respectively. This is to control the cut depth of the cutting 
tool 60 (depth of the groove 41) and the weld depth of 
the rotary tools 80 and 81 to a determined depth. 
[0041 ] In order to realize the above advantage, optical 
sensors (not shown) are provided to the apparatus for 
detecting the position of projections 12 and 22. The op- 
tical sensors detect the width position of the two projec- 
tions 12 and 22, in order to position the cutting tool 60 
and rotary tools 80 and 81 at the center of width thereof. 
Moreover, the optical sensors detect the height position 
of the upper surfaces of projections 12 and 22, in order 
to insert the cutting tool 60 and the rotary tools 80 and 
81 to a predetermined depth. 
[0042] The driving force provided by the feeding roll- 
ers 92a, 92b, 92c and 92d to the filler member 30 must 
be strong enough to oppose to the push-back force act- 
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ing on the filler member 30 during the friction stir welding 
performed by the rotary tool 81 . 
[0043] The distance from the feeding rollers 92e and 
92f to the press roller 70, the distance from the press 
roller 70 to the rotary tool 80, and the distance from the 
rotary tool 80 to the rotary tool 81 must respectively be 
set to a distance that does not cause the buckling of the 
filler member 30 at respective locations by the force 
pushing back the filler member 30. 
[0044] According to this embodiment, even if a gap 
exists along the joint line upon abutting and welding two 
members, the joint line can be cut to form a gap having 
a predetermined size into which a filler member is in- 
serted to substantially eliminate the gap formed to the 
joint line before performing friction stir welding, thus en- 
abling to achieve a good weld. 
[0045] If the joint portion is to be smoothed after the 
friction stir welding and hair-line finish is to be performed 
thereto, a good appearance is achieved because the 
material of the filler member 30 is the same as that of 
the host material (members 1 0 and 20), so there is little 
discoloration. 

[0046] Moreover, the rotary tool 80 can have a small- 
diameter portion disposed at the tip of a large-diameter 
portion, similar to rotary tool 81 . 
[0047] Another preferred embodiment of the present 
invention will be explained with reference to FIG. 1 1 . The 
reference numbers of FIG. 1 1 that are the same as those 
used in FIGS. 1 through 10 refer substantially to the 
same members. This embodiment mainly refers to an 
example where the temporal welding is eliminated. 
[0048] The feeding rollers 92a, 92b, 92c and 92d are 
located having a 90-degree angle difference from the 
example illustrated in FIG. 2. A guide roller can be dis- 
posed between the straightening rollers 91a-91c and 
feeding rollers 93a-93d, which is not disposed according 
to the present embodiment, but instead, a guide tube 94 
is disposed. The guide tube 94 is abrasion resistant, rig- 
id, and has flexibility. It can be, for example, a Teflon 
(registered trademark) tube. There is an appropriate 
gap between the inner diameter of the guide tube 94 
and the filler member 30. Both ends of the guide tube 
94 are fixed to the moving body (not shown) on which 
the present friction stir welding apparatus is mounted. 
In FIG. 1 1 , the filler member 30 within the guide tube 94 
is illustrated by a solid line. A press roller 70 can be uti- 
lized but not used in the illustrated embodiment. The ro- 
tary tool 80 for temporary weld is eliminated. 
[0049] The feeding force provided by the feeding roll- 
ers 92a-92d is sufficient so as to feed the filler member 
30 resisting against the push-back force provided by the 
rotary tool 81 . The distance between the feeding rollers 
93a-93d and the rotary tool 81 is set so as not to cause 
the buckling of the filler member 30 by the push-back 
force. Thus, the temporal welding by the rotary tool 80 
can be omitted. 

[0050] In utilizing the supply rollers 92a-92f, the roll- 
ers must be disposed movabfy against the moving body, 



but the structure can be simplified by utilizing the guide 
tube 94 instead. 

[0051] One example of the sizes etc. of the members 
utilized in the present invention will now be explained. 

5 [0052] The material of members 1 0, 20 and filling ma- 
terial 30: 

aluminum alloy 

w [0053] The plate thickness of members 10, 20 (ex- 
cluding the thickness of projections 12, 22) : 4 mm 

Width of projections 12, 22: 8 mm 

Height of projections 12, 22 (excluding the plate 
'5 thickness of members 1 0, 20): 2 mm 

Width of groove 41 : 3 mm 

Depth of groove 41 : 6 mm 

Width of filler member 30: 3 mm 

Height of filler member 30: 6.5 mm 
20 Diameter of rotary tool 80: 6 mm 

Friction stir weld depth of rotary tool 80: 

1 .0 mm from the surface of projections 1 2, 22 

[0054] According to the present invention, a good fric- 
25 tJon stir weld can be achieved by cutting and forming a 
predetermined gap between the two abutted members, 
filling the gap with a filler member so as to substantially 
eliminate the gap between the abutted members, and 
performing friction stir welding thereto. 

30 

Claims 

1 . A friction stir welding method comprising: 

35 

abutting two members against each other; 
cutting a groove along the abutted joint line; 
disposing a filler member in the groove formed 
by the cutting step; 
40 friction stir welding at least one of the two mem- 

bers and said filler member from the outer sur- 
face of said two members using a first rotary 
tool; and 

friction stir welding said two members and said 

6 filler member to a depth deeper than the weld 
depth of the first friction stir welding using a sec- 
ond rotary tool. 

2. A friction stir welding method according to claim 1 , 
so wherein 

said friction stir welding step using the first ro- 
tary tool is performed so as to friction-stir^weld the 
portions of the two members deposed on the outer 
surface side and the portion of the filler member dis- 
ss posed on the outer surface side. 

3. A friction stir welding method comprising: 
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abutting two members against each other; 
cutting a groove along the abutted joint line; 
pulling out a filler member wound around a reel, 
straightening said filler member by passing said 
filler member through a pair of straightening 
rollers, and then disposing said filler member in 
the groove formed by the cutting step; and 
friction stir welding said two members and said 
filler member using a rotary tool. 

A friction stir welding method comprising: 



10 



abutting two members against each other; 
cutting a groove along the abutted joint line; 
pulling out a filler member wound around a reel, '5 
sending out said filler member between a pair 
of feeding rollers, and disposing said filler 
member in the groove formed by the cutting 
step; and 

friction stir welding said two members and said 20 
filler member using a rotary tool; 

wherein the push-out force provided by said 
pair of feeding rollers is greater than the force pro- 
vided by said rotary tool pushing back said filler 25 
member during the friction stir welding step; and 

the distance between said feeding rollers and 
said rotary tool is set smaller than the distance by 
which the filler member is buckled by said pushing 
force. 30 

A friction stir welding apparatus comprising: 

a reel to which is wound a filler member; 
a cutting tool for cutting a groove along a joint 35 
line where two members are abutted against 
each other; 

a guide tube for guiding said filler member be- 
tween said reel and said groove, the filler mem- 
ber guided through the interior of said guide *o 
tube; and 

a rotary tool for friction stir welding the filler 
member inserted to said groove and said two 
members. 
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